3391. -023 


" 


Mid Tube Assembly 


Accept | "*Nannnan4 nn* Setup Start ЕТІ ж 


o0 AES 


11/06/12 ` Start Qty: 1.00 142 Cust Пет ID: 
ле: 11/23/12 Req'd Qty: 1.00 *4* Customer: 


. СЕ Са = пат Е Run Start 4 их 
Process Plan: MLI _ Date: ұ2-АА- ОФ Tooling: Е niic М R1 
Sto : 
тай ае SPC(YIN): Прав 00 n *NR2* 
; E 
Operation MEME i | Set Up — |»... ToolID Tool& Plan Accept Reject Reject Ins 
уы Өзі D Description Run Hours Code Qty Qty Number 


__ Revision Nbr 


DEANE; 3 
f E 


Skidtubes 


Memo 0.00 
1-Cut tube to finish length as рег Dwg 03391 


2-Drill pilot holes using DT8796 (Do not drill "B" holes) and drill only 1 fwd 
saddle hole on one side only as per Dwg D3391 


3-Open saddles and GHW holes to 00.375" exept for fwd saddle hole of detail 
"п 


4-Remove .030" from Fwd indexing Ridge as рег Dwg 03391 

5-Remove indexing ridge on Fwd & Aft end of skidtube as per Dwg D3391 
6-Deburr 

7-Drill #30 pilot holes using wearplate Jig DT8217 Identify 00.250" holes with 


paint marker, „ 
***DO NOT DRILL HOLES #3-19-20 FROM Qu ur TT 


8-Open wearplate holes of D3391-023 assembly е 
(10 holes) as per Dwg D3391 


9-Open wearplate holes of D3391-023 assembly detai setio 
00.297" (20 holes) as рег Dwg 03391 NT 
***DO NOT OPEN 2 MOST FWD WEARPLATE HOLES! 


| | ООА: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 
8 : QA Closed: Date: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Water Jet Erigineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Work Order: 
Crosstube 
Small Fab 
Finishing 
Composite 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


| Rework 

Part No. ‚ Scrap 
Use-as-is 

Work Order Update 


s FAUTCATEGORY , SES LT CATEGORY 
Landing Gear у General 


Е Bending 


€ Centre Not Concentric to ‚ов 


E Cracks 


М Crushed/Crimped. 

м Cuffs 

|| Heat Treat 

| | Inspection Strip in Tube 

E Ripples in Bend 

8 Torque Waves іп Extrusion 

Ш Turning Sequence 

и Wave/Twist in Tubes 
H:/FORMS/Quality AssuranceXapproved QA/NCRWO Rev с 


и Вепа 


| ІВОМ/Коше 

| |Broken/Damaged 
Ш Burrs 

Ш Contamination 

m Countersink 

Е Cut Too Short 

| |Drill Holes 


и Drawing 


. Е Finish 


Ш Folio 


a Grain 

ш Hardware 

Е Irispection Incomplete 

g Instructions Incomplete/Unclear 
Ш Maintenance 

m Mislabeled 


N Misread 
E Offset 


Nm Out of Calibration 
E Out of Sequence 
| Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| [Other 


E а 


Work Order D 92686 ха 2 в А с: ж Раре2 
42 2: 32: 59 PM 
| b3391 -023 PARED ж М aNNNAN 1 nn* Setup Start ым с 4 ж 
BP у о 
Нет Мате: ^ Mid Tube Assembly Stop Жж N с 2 ж 
Start Date: — 11/06/12 Start Qty: 1.00 *4* Cust Item ID: 
Required Date: 11/23/12 Req'd Qty: 1.00 * 4 * Customer: 
7824 пети Е bid E EE Run Start Ж * 
Approvals: Process Plan: | | |  . Date: — Tooling: " Date: РЄТ М Р 1 
Sto 
QC: o _ Рае: $РС(Ү/М): || oo Date | o o à *N R рх 
quence ID и | | Operation DE ШЕ Up/ Е ` ToolID Тооі# Plan Accept Reject Reject Insp. 
Jork Center 10 Description Run Hours Code Qty Qty Number Stamp 


pe 12/12 fat 


обје 
Jg И. 


10-Ореп .375" holes to .438" ***do not open fwd saddle holes*** ^7 


11-Locate D3391-021 in D3391-023 at 9.00" (see view z-z) 


12- Transfer drill one fwd saddle hole only to .188" dia, transfer drill all 
remaining fwd saddle holes using DT 8149 locating from previusly drill; 18% 
dia hole, using t-pins and clicos to ensure perfect allingment, open up previus 
tranfer drilled pilot holes in D3391-023/-021 to 0.438" dia. in D3391-021 


13- Using DT8217, locating from two previusly drilled holes; drill remang 
wearplate holes into 03391-021. 


14- Locating from two fwd wearplate holes in D3391-023 drill remaining 6 
wearplte holes in D3391-021 using DT8937 


15- Open 12 wearplate holes in D3391-021 to 0.297" dia. 
16- insert D3391-021 into D3391-23 
17- insert T-pins into first and third fwd saddle holes 


18- ON FIRST SIDE ONLY drill out 2nd and forth fwd saddles holes to 0.500" 
as per E 


19- ON 2ND SIDE ONLY ream out 2nd and forth saddle hole to 0.499". 


20-Deburr and blow out all chips from inside tube, scribe batch # in D3391-023 
at aft end. 


^s 


ООА: Date: 
No WORK ORDER NON-CONFORMANCE / UPDATE | 
AGAINST DEPARTMENT/PROCESS 


QA Closed: Date: 
Skid-tube Crosstube 
Machining Small Fab 
Thermoforming Finishing 
Large Fab Composite 


Root Description of work order update initial Action Sign & 
Cause ' Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT. A вапаматевову | 


DISPOSITION 
Work Order: 


Water Jet 

Prod. Eng. Coor. 
Rec/Store/Packaging 
Supplier 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Engineering 
Quality 
Other 


Part No. 


Landing Gear 


ІШ Bending 

Ш Centre Not Concentric to 0/5 

m Cracks 

Е Crushed/Crimped. 

E Cuffs 

|| Heat Treat 

8 Inspection Strip in Tube 

|| Ripples т Bend 

ІН Torque Waves іп Extrusion 

Е Turning Sequence 

и Wave/Twist in Tube 
H:/FORMS/Quality AssuranceNapproved QA/NCRWO Rev С 


General 
Ш Вепа 
Е BOM/Route 
| |Broken/Damaged 
Ш Burrs 
| | Contamination 
m Countersink 
Ш Cut Too Short 
| [ог Holes 
Ш Drawing 
|] Finish 
| |Folio 


|| Grain 

a Hardware 

н Inspection Incomplete 

| | Instructions Incomplete/Unclear 
| | Maintenance 

|| Mislabeled 


ш Misread 
|| Offset 


Е Out of Calibration 
Ш Out of Sequence 
я Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


| [Other 


та 


Work Order ID 92686 
` ` November-07-12 2:32:59РМ 


3t *QoRaR* m m жама Разе 3 


Пет Ш: D3391-023 Accept 


. Revision ID: | - *Nonnn4nt1 ай” йы *NS 1 % 


Пет Мате: Mid Tube Assembly зор 5% М с 2 m 

Start Date: 11/06/12 Start Qty: 1.00 ын е Cust Item ID: 

Required Date: 11/23/12 Req'd Qty: 1.00 *4 * Customer: 

Reference: 

ид, TAG Е Е i Pad RE Run Start ж * 
Approvals: Process Plan: Date: _ Tooling: Date: _ 455 М R 1 
Sto 

| ОС: ши E | pate 0 SPC (Y/N): О рае | P х МІ R 2* 
“Sequence ID/ Operation Set Up/ | Tool ID Tool£ Plan Accept Reject , Reject Insp. А 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 

110 QC5- Inspect part completeness to step оп W/O 0.00 c 

* * S 5 „де 
* QC Memo 0.00 к | MEL GE 
Quality Control | 

120 Chemical Conversion Coat рег 051005 4.1 0.00 1 

*120* | 26 RIPE 
‚ HandFinish ` Мето 0.00 Da EE B | 


"Hand Finishing 


QC7-Inspect Chemical Conversion Coat 0.00 


Memo 0.00 E / е JZ-6 


Yes / No 


WORK ORDER NON-CONFORMANCE / UPDATE 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


Root Description of work order update Initial 
Cause Date | Step Qty or Non-conformance Chief Eng 


| МСВ: 
QA Closed: 


AGAINST DEPARTMENT/PROCESS 


Crosstube 
Small Fab 
Finishing 
Composite 


DISPOSITION 
Work Order: 


Water Jet 
Prod. Eng. Coor. 
Rec/Store/Packaging 


Supplier 
Action Sign & 


Description Date Verification QC Inspector 


Rework 

Scrap 

Use-as-is 

Work Order Update 


Engineering 
Quality 
Other 


Part No. 


NCR №. 


Landing Gear 


Ш Bending 


Ш Centre Not Concentric to 0/5 


| Cracks 


| Crushed/Crimped. 
Ш Cuffs 
и Heat Treat 
Е Inspection Strip іп Tube 
| Е Ripples in Bend ` 
mE Torque Waves in Extrusion 
E Turning Sequence 
| Ш Wave/Twist in Tube 


H:/FORMS/Quality Аѕѕигапсе\арргоуеа QA/NCRWO Rev С 


General 
Ш Вепа 
B BOM/Route 
|| Broken/Damaged 
Burrs 
E Contamination 


| | |Countersink 
E B Too Short 


| | Drill Holes 
N Drawing 
Ш: 

| |Еойо 


FAULT б 000222222 FAULT CATEGORY 000000000000 


|| Grain 
E Hardware 


|| Inspection Incomplete 

Е Instructions Incomplete/Unclear 
E Maintenance 

| |Vislabeled 


|| Misread 
|| Offset 


HN Out of Calibration 
м Out of Sequence 
8 Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


E Other 


, Work Order ID 92686 
` November-07-12. 2: 32: :59 РМ 


*а2вав* 


агар тартар ны ge ш ANAT 


lem ID: D3391 -023 Accept. Е 900040 1 nn* Seu d Start CN с " * 
Revision ID: 
Item Name: Мій Tube Assembly Stop Ж N с 2 ж 
Start Date: 11/06/12 Start Qty: 1.00 а а Cust Пет ID: 
Required Date: 11/23/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
CH A و‎ уз Ы E А, ШИЗЫ “7 Run Start қ х 
Approvals: Process Мап: | | < Date Tooling: nu . Date: N R 1 
Sto 
QC: и Date: SPC (Y/N): EN . Date: Р ж М Р ох 
Sequence ID/ Operation : 5 Set Up/ Tool ID Tool# Plan Accept Reject Reject Insp. 
Work Center ID Description. Run Hours Code Qty Qty - Number Stamp 
40 0.00 
ж 4 AN* Skidtubes 
Skidtubes Memo 0.00 H 
:Skidtubes 1-Ореп float bag holes as рег dwg 
Я 2-C'sink float bag holes as рег dwg 
3- Prepare tube for welding E. 
4-Bond web in place as рег Dwg 03391 & QSI 015. Í 
Adhere for 12 hours) /2 
AR Sikaflex exp: J23 3$ 3 pe 72 06 
batch: 6'á ~ 6 -22 
NOTE:ENSURE WEB IS INSERTED IN AFT END OF TUBE 
150 ОС5- Inspect part completeness to step on W/O 0.00 | * 
* 1 КГ\* l g 2-12-02 V С А с 18. 
ос Мето 0.00 
Quality Control 
2 6: 


ООА: 
| NCR: WORK ORDER NON-CONFORMANCE / UPDATE 


QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: 
Skid-tube 
Machining 


Crosstube 
Small Fab 
Finishing 
Composite 


Description of work order update Initial Action Sign & 
or Non-conformance Chief Eng Description Date 


Rework 
рап №. - Scrap 


Water Jet Engineering 

Prod. Eng. Coor. Quality 

Rec/Store/Packaging Other 
Supplier 


Verification QC Inspector 


Use-as-is 
Work Order Update 


Thermoforming 


NCR No. > .— . Large Fab 


Root 
Cause Date | Step | Qty 


ADEM NER ТЕРКЕ‏ ي 


ОАО 000000000027) САТЕСОКУ 


Landing Gear General 


Ш Bending 


Ш Centre Not Concentric to 0/5 


E Cracks 


|| Crushed/Crimped. 

E Cuffs 

Ш Heat Treat 

Е Inspection Strip in Tube 

|| Ripples in Bend 

| Torque Waves in Extrusion 

|| Turning Sequence 

m Wave/Twist in Tube 
H:/FORMS/Quality Аѕѕигапсе\арргочеа QA/NCRWO Rev б 


Ш Вепа 


a BOM/Route 

Ш Broken/Damaged 
Burrs 

| [Contamination ` 

ш Countersink 

м Cut Too Short - 

и Drill Holes 

|| Drawing 

| Finish 

Е Folio 


E Grain 
Е Hardware 


ЫШ Inspection Incomplete 


Ш Instructions Incomplete/Unclear 
m Maintenance 
E Mislabeled 


и Misread 
и Offset 


E Out of Calibration 
| | Out of Sequence 
E Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


gi Other 


Work Order ID 92686 
ET November-07-12 2:32:59 PM — 


*O2RRR*. 


Page 5 


Item ID: D3391-023 


Accept 


*Nonnna4n1nn*- 


Setup 


*NS1* 


Start 
Revision ID: 
Item Name: Mid Tube Assembly Stop Ж N с 2 * 
Start Date: 11/06/12 Start Qty: 1.00 we Cust Item ID: 
> Required Date: 11/23/12 Req'd Qty: 1.00 *4 * Customer: 
зың 4 Reference: 
| | жыны ui 7 Е калары Run Start д ж 
* Approvals: Process Plan: ____ Date Tooling: MIO ааа __ Рае: | | |. N R 1 
E Sto 
QC: Date SPC (Y/N): | Date: Р Ж NR2* 
Sequence ID/ Operation | ° Set Up/ То! № Tool# Plan Accept Reject Reject Insp. 2s 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
160 0.00 
* 4 бағ Skidtubes 
Skidtubes Memo 0.00 i aC S 
Skidtubes 1-Weld crossbolt spacer as рег dwg D3391 & 051 004 BJR mise í57- Ёл, 12.22-07 
2-grind weld flush | . e 
— ре iz fa [67 

170 QC10- Inspect visual per QSIO04- ground welds 0.00 oS 
«470% 46), T _ 
QC Memo 0.00 9-5: “и 
Quality Control 
180 ОС5- Inspect part completeness to step on W/O 0.00 / ода | 98 E 
хлап 5 15 2057 E 
QC Memo 0.00 | dem O7 athla жатын 


Quality Control 


NCR: Yes / № 


Work Order: 


Part No. . 


Landing Gear 
| | Bending 
Ш Centre Not Concentric to 0/5 


| E Cracks 


Ш Crushed/Crimped. 
a Cuffs 

|| Heat Treat 

м Inspection Strip in Tube 
|| Ripples т Bend 

ES Torque Waves in Extrusion 
Ш Turning Sequence 
EN Wave/Twist in Tube 


Н:/ЕОКМ5/Очащу Аѕѕигапсе\арргоуеа QA/NCRWO Rev С 


WORK ORDER NON-CONFORMANCE / UPDATE 


General 
Ш Вепа 
a BOM/Route 
ШЕ Broken/Damaged 
Е Burrs 
m Contamination 
E Countersink 
м Cut Too Short 
Ш Drill Holes 
E Drawing 
Е Finish 
Ш Еойо 


DISPOSITION 


Use-as-is 
Work Order Update 


FAULT CATEGORY 


Large Fab 


E 
Ш Grain 

E Hardware 

Ш Inspection Incomplete 

B Instructions Incomplete/Unclear 
Е Maintenance 

a Mislabeled 


Е! Міѕгеаа 
| JOffset 


E Out of Calibration 
EN Out of Sequence 
Ш Outside Dimensions 


QA Closed: Date: 


AGAINST Е 


Skid-tube Crosstube 
Machining Small Fab 
Thermoforming Finishing 


Composite 


Ovalized Pressure/Forced { 
Over/Under tolerance Temperature/Cure | 
Part Incorrect Weld 

Part Lost/Missing Wrong Stock Pulled 1 
Part Moved | 3 
Positioned Wrong 3 
Power Loss/Surge || Other 


2 XLI даме s ТЕ E я КЕСТЕ 


Water Jet Engineering | E 

Prod. Eng. Coor. Quality я 
Rec/Store/Packaging Other 3 
Supplier EI : 

Т! і z 

- | Мегійсаїіоп QC Inspector : 


Work Order ID 92686 
Deci uu e 


Item ID: 


Q26R6* 


03391-023 ж ж Setup Start Ж * 
Revision ID: NOO00040100 М<1 
Item Name: Mid Tube Assembly Stop Жж N Q 2 ж 
Start Date: 11/06/12 Start Qty: 1.00 19 Cust Item ID: 
Required Date: 11/23/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
О ри пие 7 Run Start д 4 х 
Approvals: Process Plan: Date: Tooling: ME Date: _ N R 1 

Sto 

QC: | patet SPC (Y/N): ии ае: — Рх NR2* 
Sequence. ID/ Operation a | Set Up/ TS Tool ID Tool£ Plan Accept Reject Reject Insp. 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
185 Pressure Wash рег 051005 4.3 0.00 
*1RR* u M а! {| je 
НапаЕ inish Memo 0.00 LE o ч 
Hand Finishing ^— AND REALODINE AS PER РАК09-043 
190 White Gloss(Ref:4.3.5.1) per 051005 4.3-Alum 0.00 / 
*4 ОГ\* . „50 X ia] ro 
Powdercoat Memo / 4 0.00 КО» E i сш 
Powder Coating START TIME: 2 а e) ( 

OVEN TEMPERATURE: 2 
FINISH TIME: 


NN 91092 


*ОГ\Г\* 
ос 


Quality Control 


د اا 


QC3- Inspect Part Finish 0.00 


Memo 0.00 


ER Я AJ pus 


ООА: Date: 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 
| QA Closed: 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. - Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

МСВ №. с Work Order Update Large Fab Composite Supplier 


Root Description of work order update initial Action Sign & 
Cause Date | Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


Еа СИ = ичен ONE TUTUP EPA MMC атынын 


Ы 2222222 FAULTCATEGORY 00000000220 2 САТЕСОКУ 
Landing Gear General 
B Bending || Вепа Ш Grain Ovalized Pressure/Forced 
и Centre Not Concentric to 0/5 Е BOM/Route М Нагамаге Over/Under tolerance Temperature/Cure 
E Cracks м Broken/Damaged m Inspection Incomplete Part Incorrect Weld 
EE Crushed/Crimped. E Burrs Е Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
w Cuffs Ш Contamination E Maintenance Part Moved | 
E Heat Treat Ш Countersink м Mislabeled Positioned Wrong | 
m Inspection Strip in Tube E Cut Too Short Ш Misread Power Loss/Surge || Other 
E Ripples in Bend и Drill Holes Ш Offset 
|| Torque Waves іп Extrusion | Drawing || Out of Calibration 
E Turning Sequence | | Finish м Out of Sequence 
Е Wave/Twist in Tube Ш Folio Ш Outside Dimensions 


H:;/FORMS/Quality Assurancevapproved QA/NCRWO Rev С 


(ре mr 


P 


. Work Order ID 92686 
Novenher 012 2:32. 32: 39 РМ. РМ. А 


Item ID: 


*02686* 


D3391 -023 Ашер" *Nonnnan1 ав” Е. Start *N S1 * 
Revision ID: А 
Пет Мате: Mid Tube Assembly Stop ж М с 2 ж 
Start Date: 11/06/12 Start Qty: 1.00 жж Cust Item ID: 
Required Date: 11/23/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
EE 7 = — 7 Зе Run Start ж * 
Aena: Process Plan: . | Date _ Tooling: Date: N R 1 
Sto 
QC: и Рае SPC (Y/N): Date: Рх М R 2 ж 
Sequence ID/ | Орегайоп NEM Set Up/ ` Tool ID Тоо# Plan Accept Reject Reject Insp. E 
Work Center ID Description Run Hours Code Qty Qty Number Stamp P 5) 
230 0.00 
хода HandFinishing ( | 
т LL 
HandFinish Memo 0.00 Ё Tu | Ж AT | Ly 
Hand Finishing x 1- press fit D3591-1 spacers using DT9416 starting from 0.500" side 
"IE Install Inserts as per Dwg 54 
git 
240 ОС5- Inspect part completeness to step on W/O 0.00 
*2AQ* QAS, к ПЕРНЕСІ 
Qc Memo 0.00 45 2 = 
Quality Control [) 1 ) 
250 Identify as рег dwg & Stock Location: 0.00 ы E 
*OR(y* | S ы і ed 
Packaging Memo 0.00 $H П р р p gne I ee 


Packaging 


WORK ORDER NON-CONFORMANCE / UPDATE 
QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Crosstube Water Jet 
Small Fab Prod. Eng. Coor. 
Finishing Rec/Store/Packaging 
Composite 


Supplier 


Work Order: 
| Rework 


| Skid-tube 
Part No. — Scrap Machining 
| Изе-а5-15 Thermoforming 
NCR № | . Work Order Update ӨЗЕК Fab 


Engineering 
Quality 
Other 


FAULT Оо FAUTCATEGORY | 


Landing Gear 


| Bending 


ІШ Centre Not Concentric to O/S 


|| Cracks 

| | Crushed/Crimped. 

ІШ Cuffs 

ІШ Heat Treat 

| | | Inspection Strip in Tube 

| Ш Ripples іп Bend 

| Ш Torque Waves іп Extrusion 
! Е Turning Sequence 
| м Wave/Twist т Tube 


H:/FORMS/Quality AssuranceVapproved QA/NCRWO Rev С 
І 


| 
1 
| 
І 
і 
| 


General 
Ш Вепа 
| |BOM/Route 
Ш Broken/Damaged 
ш Burrs 
E Contamination 
М Countersink 
ш Cut Too Short 
|| Drill Holes 
м Drawing 
ER Finish 
| |коно 


a Grain 
м Hafdware 


Е Inspection Incomplete 


Ш Instructions Incomplete/Unclear 
gm Maintenance 
| |Mislabeled 


Е Misread 
|| Offset 


и Out of Calibration 
Ш Out of Sequence 
E Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part Incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
Weld 

Wrong Stock Pulled 


и Other 


790 
рар үү pre 


сЕ 21 
НЕДІ? 


Ж үч 
ap nf ъс $ " 
поа мома 


2. 


ДЗ e iii jm 


Кез) 7 


әз 9 won m 


қ 
код 


D 
умом Ц 


иу (04501 


ЕЯ 


| Work Order ID 92686 
Порто ера ш ы 


Пет Ш: 03391-023 


_*92686* 


| Accept ж ps * Er | с | 
| p Start Ж * 
о М900040100 NS1 
Item Name: Мій Tube Assembly Stop Ж N с 2 ж 
Start Date: 11/06/12 Start Qty: 1.00 xus Cust Item ID: 
Required Date: 11/23/12 Req'd Qty: 1.00 *4 * Customer: 
Reference: 
li D 3 ey Run Start Ж * 
Approvals: Process Plan: . | Date Tooling: . Date: N R 1 
Sto 
QC: |... Date SPC (Y/N): Date: P ж NR2* 
Sequence ID/ Operation MEM Set Up/ | `“  ToolID Tool# Plan Accept Reject Reject Insp. i 
Work Center ID Description Run Hours Code Qty Qty Number Stamp 
260 QC21- Final Inspection - Work Order Release 0.00 г 
*9Rn* a[n 5% 
QC Memo 0.00 
Quality Control 


Мо WORK ORDER NON-CONFORMANCE / UPDATE 


| 

| 

ООА: Date: Е 

t 

| 

| QA Closed: Date: o 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Work Order: , 


Rework Skid-tube Crosstube Water Jet Engineering 
Part NO. , Scrap Machining Small Fab Prod. Eng. Coor. Quality 
| Изе-а5-15 Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause ‘Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


FAULT ОА CATEGORY ПП 
ЕС Сеаг бепега! 
ЕҢ Bending E Bend Е Grain | Ovalized Pressu re/Forced 
и Centre Not Concentric to O/S Nm BOM/Route E Hardware E Over/Under tolerance Temperature/Cure 
|| Сгаск< B Broken/Damaged E Inspection Incomplete Part Incorrect Weld 
E Crushed/Crimped. || Burrs Ш Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
Ш Cuffs a Contamination а Maintenance Part Moved 
Ш Heat Treat Е Countersink m Mislabeled Positioned Wrong 
E Inspection Strip in Tube E Cut Too Short : Ш Misread | Power Loss/Surge ш Other 
|| Ripples in Bend E Drill Holes m Offset | 
E Torque Waves in Extrusion Ш Drawing a Out of Calibration 
iN Turning Sequence Ш Finish м Out of Sequence 


и Wave/Twist in Tube Ш Еойо mi Outside Dimensions 


H:;/FORMS/Quality AssuranceNapproved QA/NCRWO Rev С 


БЫ АШЫ. орда 


Picklist Print 
. November-07-12 2:32:58 PM 


Work Order ID: 92686 


Parent Item: 03391-023 

Parent Item Мате: Mid Tube Assembly 

Comments: IPP A05.10.20New Issue КИЕС 
IPP В06.02.10ЕСМ773 dwg rev.D EC 
IPPC 07.0320  revF dwg EC 
IPPD 07.03.28  re-format EC 
IPPE 07.10.31  ecn 1053P EC 


ІРР Rev:F ЕСМ 1056 07-11-13 DD verified by: EC 
IPP Rev:G 08-09-08 new process (ecn 08-510) DD verified by:EC 
ІРР Кеу:Н 08-09-10 revH as per dwg Рр verified by:EC 

ІРР Rev: І 08-11-13 Removed steps per w/o, QC К] verified by: ec 
expire date &b£ sikaflex DD 10.02.17 verified by:EC 


Start Date: 11/06/12 
Start Qty: 1.00 


ІРР Кеу:! add in seq 140 


Required Date: 11/23/12 
Required Qty: 1.00 


- Component Item ID/ Last Route 


Replacement Mfg/ Bin Primary 
Item Name Item ID Purch Item Location Location Seq ID 
D2500-1-100 ° Manufactured Ne БЕРСЕ 
Skidtube Extrusion 
Location Loc Qt 
HALL 157 
50251 3 
82373 57 
8 97 


Fwd Tube Assemb: 


а” 


Manufactured № 


Manufactured | No U И | 100 


Location 
LG 72 


Unit of — Qty on 


Qty per Kit Total Qty Date Status 
Measure Hand Qty Issued Issued 
Each 157000004001 | | 
de. а ЕЕ 
Loc Code 
Each 0.0000 1 ] 
Рл. 
Each 7.0000 1 1 
ALLL JLJL В 
Loc Code 


ООА: Оате: - 


NCR: Yes / No WORK ORDER NON-CONFORMANCE / UPDATE 
i . | ОА Созед: Date: Да 


DISPOSITION 


AGAINST DEPARTMENT/PROCESS 


Work Order: 


Rework Skid-tube Crosstube Water Jet Engineering 
Part No. Scrap Machining Small Fab Prod. Eng. Coor. Quality 
Use-as-is Thermoforming Finishing Rec/Store/Packaging Other 

Work Order Update Large Fab Composite Supplier 


Root Description of work order update Initial Action Sign & 
Cause ` Date Step | Qty or Non-conformance Chief Eng Description Date Verification QC Inspector 


|22220 FAUTCATEGORY 0002 2-21) САТЕСОКУ 
Landing Gear | Сепега! 
E Bending || Вепа || Grain Ovalized Pressure/Forced 
E Centre Not Concentric to O/S || BOM/Route Ш Hardware Over/Under tolerance Temperature/Cure 
Ш Cracks | Broken/Damaged E Inspection Incomplete Part Incorrect Weld 
Е Crushed/Crimped. | | Burrs || Instructions Incomplete/Unclear Part Lost/Missing Wrong Stock Pulled 
E Cuffs || Contamination я Maintenance Part Moved 
Е Неа! Тгеа! ш Countersink Ш Mislabeled Positioned Wrong 
|| Inspection Strip in Tube Bm Cut Too Short || Misread Power Loss/Surge Ш Other 
N Ripples in Bend || Drill Holes и Offset 
н Torque Waves in Extrusion Fri Drawing E Out of Calibration 
|| Turning Sequence E Finish E Out of Sequence 


ш Wave/Twist in Tube 
H:/FORMS/Quality AssuranceNapproved QA/NCRWO Кем б 


| |Folio 


Bl Outside Dimensions 


Picklist Print 
Page 2 
‚ November-07-12 2:32:58 PM 
1 ES کی کی چک‎ EP PR EET lenis qus СЫЗАТ caue es 2 жЕ — aes 
Е Work Order ID: 92686 
Parent Item: D3391-023 Start Date: 11/06/12 Required Date: 11/23/12 
| Parent Item Name: Mid Tube Assembly Start Qty: 1.00 Required Qty: 1.00 
| 36$ Manufactured — № 160 Fach 18.0000 5 5 
| RN dE T 
Location Loc Qty Loc Code «3 72 72 7 х 5 
LG 8 
80361 1 
87611 7 
15001 10 
68958 2 
69893 2 
71845 2 
74874 1 
76004 1 
77501 2 n» 
D3591-1 Each 39.0000 2 
Bushing = эзе Е. n = 
Location Loc Qty Loc Code 
FP 5 
80377 4 ы аё 
82027 1 
87059 34 
57350 1 
83237 33 
154710325130 т Pürchásed No 230 Each 389.0000 7 20 я 
ALES. | / | (х2д A al " 
Sert 4 ^-93-1032:136 М \ 22363 А АЕ: - = LQ. 
Location Loc Qt Loc Code 
ST280 205 
119084 116 
120671 89 
5Т281 44 
120807 36 
120837 8 
57282 140 
121269 140 
November-07-12 2:32:58 PM m | Shop Packet Print i | С Page2 


А въ, ae m EIC 


ООА: 
WORK ORDER NON-CONFORMANCE / UPDATE 


Skid-tube 
Machining 
Thermoforming 
Large Fab 


QA Closed: 


DISPOSITION AGAINST DEPARTMENT/PROCESS 


Crosstube Water Jet Engineering 
Small Fab Prod. Eng. Coor. Quality 
Finishing Rec/Store/Packaging Other 
Composite Supplier 


Work Order: 
| Rework 
Part Мо. ' 5сгар 
| Use-as-is 


МАМ. 4 Work Order Update 


ы 225202222222 FAULCATEGORY ПП LT CATEGORY 


ш Grain 
Ш Нагамаге 


|| Inspection Incomplete 


Landing Gear 
E Bending 
м Centre Not Concentric to 0/5 


B Cracks 


| Crushed/Crimped. 

М Cuffs 

Е Heat Treat 

Ш Inspection Strip іп Tube 
N Ripples in Bend 

Е Torque Waves in Extrusion 
а Turning Sequence 

а Wave/Twist in Tube 


H:/FORMS/Quality AssuranceNapproved QA/NCRWO Кем б 


General 
a Bend 
| |BOM/Route 
ш Broken/Damaged 
Ш Burrs 
Ш Contamination 
|| Countersink 
|| Cut Too Short 
mi Drill Holes 
Ш Drawing 
ШЕ: 
м Folio 


E Instructions Incomplete/Unclear 
ш Maintenance 
ІН Mislabeled 


E Misread 
ІШ Offset 


Ш Out of Calibration 
m Out of Sequence 
E Outside Dimensions 


Ovalized 

Over/Under tolerance 
Part incorrect 

Part Lost/Missing 
Part Moved 
Positioned Wrong 
Power Loss/Surge 


Pressure/Forced 
Temperature/Cure 
мед 

Wrong Stock Pulled 


E Other 


3. Жад ик, 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 

03391-011 


FWD TUBE ASSEMBLY 


М527039С4-12 SCREW 
D3672-3 WASHER 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION ОҒ 


03391013 АМ960С4161 WASHER 03391-015 
атри MID TUBE ASSEMBLY 4PL WeARSHOES Ж АЕТ TUBE ASSEMBLY D 
120.438 6000 Я -D 
EEEE =r 
TRANSFER DRILL THRU 
D3391-011 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 20.50 
[75 D4095-043 
4095-051 WEARSHOE 
WEARSHOE /N E» S. D4095-047 | 
REE WEARPAD 
27 ВЕЕ 
АМЗСАА BOLT (1) 4 N 
АМ960С10!. WASHER (1) D4095-049 & 
4PL 
D4095-041 WEARPAD 
WEARSHOE 04095-045 АМЗС4А BOLT (1) ANSCBA BOLT меа OL WASHER REG 
WEARSHOE AN960C10L WASHER (1) #- AN960C10L WASHER se001 
A 20 PL 6PL 4PL 


D3391-041 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 
РЕБЕ AODEMBLY PARTS LIST 


j QTY ТРАВТ NUMBER | DESCRIPTION 
ШЕГУ 
(OX D3391:041 | FLOAT SKIDTUBE ASSEMBLY | 
A 03391-071 "| FWD TUBE ASSEMBLY jd 
NE, 03391-013 МО TUBE ASSEMBLY 
WIE D3391-015 AFT TUBE ASSEMBLY 
L. 2 [035914 BUSHING 
2774 036723 WASHER 
1_1 04095-041 WEARSHOE 
1 D4095-023 WEARSHOE 
Қат) 04095-045 WEARSHOE 
г 04095-047 WEARPAD 
|2771 04095-049 WEARPAD 
Гот D4095-051 WEARSHOE 
Г 24 AN3CAA BOLT d 
[..10 ТАМЗСвА BOLT 
га АМЗСТА BOLT 
38 |АҚ960С101. WASHER 
EN М527039С4-12 | SCREW 
4 ANGGOCA16L WASHER те 
8 7 


А 


SHOP С ру 03391-04141 ASSEMBLY 
RETURN iU 
ENGINFET за 


UNCONTROLLED COPY 
SUBJECT ТО АМЕМОМЕ NT 

WITHOUT NOTICE 
WORK CRER 


№ 92.86 MSI 


ДЕНА 


2001 -11- 0 4 
ent -col 


AN3C7A BOLT 
AN960C 10L WASHER 


4 4PL 


REMOVE GASKETS AND REPLACE ALL WEARSHOES; 


PARTS LIST UPDATE, ZN AB-1, ZN A8-2, ZN AB-4, 
| | ZN Bé-8: LPS-3 COATING REMOVED FROM NOTE 2, 
ZN A3-1, ZN A3-2, REMOVED INSERT AELS-1032-130, 
ZN B6-4, 82-4, C7-8, C3-8; REMOVED HOLES, ZN 06-4 
ZN D2-4, ZN D7-8, ZN D3-8 

| | DRAWING UPDATED TO CURRENT STANDARDS. 
SHT 1 PL ADDED D3591-1 BUSHING. ZN C6 20.438 DIM 
WAS 4 PL. ADDED 20.499 DIM AND 03591-1 BUSHING. | С | (50820 
SHT 2 PL ADDED 03591-1 BUSHING. ZN C6 20.438 DIM 98 в 
WAS 4 PL. ADDED 0.499 DIM AND 03591-1 BUSHING. 

(FOR FURTHER INFO SEE DS! 9364 & NCR 08-074) 


REPLACE NAS INSERTS W/ AELS INSERTS 


XDF 11.10.13 


с SWITCH TO D3670-XXXX SPACERS FOR INSTALLING DC 07.07.31 
7 o8 |. FLOAT BAGS, DWG REORGANIZED FOR CLARITY 
GENERAL NOTES 12-1 | ADD SS WEARSHOE, GASKET 
F | REMOVE FWD SADDLE НОГЕ -011/-024 PH | 07.01.18 
1). FINISH: CHEMICAL CONVERSION COAT PER DART QSI 006 4.1 [ТЕ =] CHANGETOLERANCE;EASE MANUFACTURE PH | 059425 | 
POWDER COAT WHITE (4.3.5.1) PER DART QSÍ 005 4.3 ` AN 
2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON" | D | UPDATE TOLERANCE, CHANGE HOLE SIZE ЕН, 2068:0123 
AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH МЕК DEGREASER. C | LENGTHEN AFT EXTENSION NE PH | 050927 
3) TOLERANCES: PER DART 051018 UNLESS OTHERWISE NOTED B | DRAWING UPDATES | РН | 05.06.10 
4) UNITS: INCHES UNLESS OTHERWISE NOTED A NEW ISSUE PH 05.02.07 
5) USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL 20.297 SIZE HOLES REV. DESCRIPTION 8Y DATE 
FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT SA, INC 
WHERE INDICATED. А 


6) FIT D4095-041 ТО SKIDTUBE WITH 02571 АМО 02572 SADDLES INSTALLED WITH 
APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 

7) FIT D4095-043 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-043 


KENT, WA 


DRAWING NO. 
D3391 

TITLE 

412 FLOAT SKIDTUBE 


COPYRIGHT ® 2005 BY DART AEROSPACE USA, INC 
THS DOCUMENT IS PRIVATE AND CONFIDENTIAL AHD IS SUPPUED ON THE EXPRESS CONDITION THAT IY (S 
НОТ TO BE 0540 FOR ANY PURPOSE ОА COMED ОЛ COMMUMCATED ТО ANY OTHER PERSON WITHOUT. 
WRITTEN PERMISSION FROM DART AEROSPACE USA. IC. 


REV. 1 
SHEET 1 OF 8 

SCALE 
NTS 


DATE 


11.10.13 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


03391-021 
ЕМ/О ТУВЕ АЗЗЕМВЕУ 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 


£20.438-0.000 


SEAL WITH SIKAFLEX-241/-291 
PRIOR TO INSTALLATION OF 
WEARSHOES 


D3391-023 
MID TUBE ASSEMBLY 


D3391-025 
AFT TUBE ASSEMBLY 


*0.005 


D4095-051 


WEARSHOE 20.50 


D3391-043 FLOAT SKIDTUBE ASSEMBLY PARTS LIST 
же РЕАЗЕМОС: PARTS LIST 


ОТҮ | PART NUMBER DESCRIPTION 
“43 | "i 
X | D3391-043 FLOAT SKIDTUBE ASSEMBLY 1 
1 1 
1 153301-021 _ Г FWO TUBE ASSEMBLY | 
1^ 13391023 МЮ TUBE ASSEMBLY 
1 | 03397-025 АЕТ TUBE ASSEMBLY i 
2 1035917 BUSHING 
1 | D4095-041 WEARSHOE ] 
1 D4095-043 T WEARSHOE 1 
3 . 164096-045 | WEARSHOE j 
17 L04095-047 . | WEARPAD 1 
i 7 | D4095-048 WEARPAD 
1 | 04095-051 | WEARSHOE i 
| 1 
ГАМЗСАА BOLT ) 
LAN3CGA BOLT 3 
4, АМЗС?А 1 BOLT 
b 38 | ANSGOCTOL WASHER 


TRANSFER DRILL THRU 
D3391-021 OPEN TO 20.499 
AND INSTALL D3591-1 BUSHING 


REF m cw инв, 4PL WEARPAD 
AN3C4A BOLT هم م م م کل می‎ е ТА D4095-043 
WEARSHOE 
AN960C10L WASHER : 4095-049 
D4095-041 WORD 
4PL WEARSHOE АМЗСбА BOLT БЕР 
04095-045 e ВОТ АМ960С101. WASHER 
АМЗСАА BOLT AN960C10L WASHER A 
WEARSHOE AN960C10L WASHER 6PL 


A 


80.50 


ве. D4095-047 


AN3C7A BOLT 
AN960C10L WASHER 
4PL 


20PL 


D3391-043 ASSEMBLY 


GENERAL NOTES 


1) FINISH: CHEMICAL CONVERSION COAT PER DART QSI 005 4.1 
POWDER COAT WHITE (4.3.5.1) PER DART QS! 005 4.3 A 
2) COAT ALL EXPOSED FASTENERS WITH LPS LABORATORIES "LPS PROCYON” 1 


AFTER FINAL ASSEMBLY, CLEAN EXCESS OFF POWDER COATING WITH MEK DEGREASER. 
3) TOLERANCES: PER DART 051 018 UNLESS. OTHERWISE NOTED 


) | 


| к 


4) UNITS: INCHES UNLESS OTHERWISE NOTED 2011 -11- 04 
5) | USE DART DRILL TEMPLATE 078217 TO LOCATE AND DRILL 20.297 SIZE HOLES 

FOR WEARSHOE INSERTS. C'BORE AS NOTED AND INSTALL INSERTS EXCEPT 

WHERE INDICATED. 
6) FIT D4095-041 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH 


APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-041 

7) ЕП D4095-043 TO SKIDTUBE WITH 02571 AND 02572 SADDLES INSTALLED WITH 
THE APPROPRIATE HARDWARE AND SPACERS IN FORWARD AND AFT HOLES AND 
TRANSFER DRILL 20.50 HOLES FROM SADDLE TO D4095-043 


DART AEROSPACE USA, INC 


KENT, WA 


REV. 1 
ЗНЕЕТ 2 OF 8 
SCALE 

NTS 


MFG. APPR. 
APPROVED 
m 1 412 FLOAT SKIDTUBE 
COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
TUIS DOCUMENT S PRIVATE AND CONFIDENTIAL AND I$ SUPPLIED ON THE EXPRESS CONDITION THAT IT IS 


NOT TO BE USED FOR ANY PURPOSE OR COPED OR ССМВАЛНСАТЕВ TO ANY OTHER PERSON! 
WRITTEN PERMISSION FROM DART AEROSPACE ЫЗА, INC. 


30.1 


DIST TO CENTER OF BEND 
REF 


13* REF ШАТ ТН а жу UN 


322 DISTANCE TO 
ВЕР ТАМСЕМТ РОМТ 


D3391-1 CUTTING DETAIL D3391-011/-021 BENOING DETAIL. 
(MAKE FROM D6013-047 SKIDTUBE MATERIAL) (MAKE FROM D3391-1) 


ү 93.460 
23.460 3.590555 
REF 93.460 23.750 
REF TF 
ا‎ Es 0.687:0010 4 i- 1.429 5050 


SECTION A-A SECTION B-B SECTION C-C X B 
SCALE 2X SCALE 2X SCALE 2X 


ОЕЦЕАБЕ 


E -1- 0% 
DESIG DART AEROSPACE USA, МС 
Emm Роби ای ی‎ ТЕС | 


(снескво — | К |окдимено REV. | 
[ес em | "MN [03391 SHEETS OFS 
N те SCALE 


DE APPR. | HF | 412 FLOAT SKIDTUBE NTS 


DATE COPYRIGHT Ф 2005 BY DART AEROSPACE USA, INC 
1 1 1 0 1 3 таз DOCUMENT б PRNATE ANO CONTIDENTIAL AND TS SUPPLIED Он THE EXPRESS CONSITIN THAT IT 13 
. . NOT TO ВЕ USED FOR дмт PURPOSE OA COPE OR СОммалеСАТЕР ТО ANY OTHER PERSON WITHOUT. 
WRITTEN PERVISSICN FROU CART AEROSPACE USA, (ЕС. 


е ыы Қалы оа 


e 


20.000 
4000 5 EQ. SPACES 
2.000 4.000 PITCH 
2.79 
DRILL #4 (20.209) 
Ри 4.000 


| " ‚ 0208 


8.000 


DRILL #4 (20.209) 
АРЫ 


о 
2.000 
0.500 0.500 
DRILL THRU 21/64" (20.328) 8 DRILL THRU 21/64" (20.328) 
9PL 20.640 арі 20.640 
CSINK 0.438 x 45° C'SINK 00.438 x 45 
DRILL 20.297 7.25 DRILL 00.297 7.25 
(BOTH SIDES) dO P —— (DISTANCE TO FWD (BOTH SIDES) TOP (DISTANCE ТО FWD 
SADDLE HOLE, REF) SADDLE HOLE, REF) 
D3391-011 DRILLING DETAIL. D3391-021 DRILLING DETAIL 
D3391:021 DRILLING DETAIL. 
INSTALL D3670-4200 SPACER 
INSTALL D3670-4200 SPACER SEAL WITH MAGNOBOND 6398 
SEAL WITH MAGNOBOND 6398 GRIND FLUSH 
: GRIND FLUSH PRIOR TO PAINTING с 
PRIOR TO PAINTING 4PL 
9PL 
INSTALL INSTALL 
DETAIL D AELS-1032-225 DETAIL D AELS-1032-225 
AFTER FINISH AFTER FINISH 
10 PL 10 PL 
D4095-051 D4095-051 
WEARSHOE A WEARSHOE AN 
АМЗСАА BOLT A AN3C4A BOLT 
АМ960С101. WASHER AN960C10L WASHER B 
03391-011 ASSEMBLY DETAIL SPL 03391-021 ASSEMBLY DETAIL SPL 
SEAL WITH 
SIKAFLEX-241/-291 
БАШТ ЕД «or 
ELEASE 
D3391-011/-024 FWD TUBE ASSEMBLY PARTS LIST АМЗСАА BOLT 
03672-1 WASHER 412001 -11- 04 Е 
QTY- | PART NUMBER |DESCRIPTÍON AN960C10L WASHER 
011 ы ары 
i X 03391-011 FWD TUBE ASSEMBLY 
3391-021 | FWD TUBE ASSEMBLY D3401-041 
TOW CAP 
03401-041 TOW CAP 
D3 
E DETAIL D DART AEROSPACE USA, INC 
О3672-1 WASHER DETAIL D A 
D4095-051 WEARSHOE SCALE 2X 7 prawn | хб, | KENT, WA 
D6013-047 FWD TUBE : [CHECKED | A [DRAWING NO. REV. | 
(МЕС. APPR. | 77] ЗНЕЕТ4 OF 8 
ANSCAA BOLT SCALE 
ANSGOC TOL WASHER 
АЕГЗ-1032-225 [INSERT А 412 FLOAT SKIDTUBE ы 
4 COPYRIGHT 6 2005 BY DART AEROSPACE USA, INC 
8 7 6 5 


7.000 
20.438 5.250 
E ТҮР 1.750 
о о Ү 
ек р 
Y © о 
ою о 
0.700.00 
20.188 +0.00 
Те ВЕЕЕК ТО 0.700.10 
DISTANCE TO с DETAIL К 
FWD END OF 
D3389-1 WEB REFER TO ®__ Y 
4.94 DETAIL J С DISTANCE ТО 
Y 0.50 END OF WEB 
4.19 
^ DETAIL E MR 38 ВЕР 
БЕРАЗ DRILL THRU 21/64" (20.328) DETAIL K 
ERUIT CSINK 20.438 X 45" (BOTH SIDES) D3391-013 ASSEMBLY DETAIL : SCALE 4X 
SCALE 4x o» 53391-013 ASSEMBLY DETAIL, 
с 
INSTALL WELD INTO PLACE 
03681-1 SPACER S GRIND FLUSH 
(BOTH ENDS) > REMOVE 0.225 
| РВОМ ТОР АМО ВОТТОМ 
то 3.800 
45° <ã] (0.7 FROM BOTH ENDS) 
TYP : 4 DRILL @0.297 
20250 7 INSTALL AELS-1032-130 INSERT REMOVE 0.030 
| AFTER FINISH FROM TOP AND BOTTOM 
ТҮР, TO 3.610 
SECTION G.G SECTION HH 12 PL SECTION X-X DRILL 20.297 SECTION Y-Y 
SCALE 5X SCALE 5X SCALE 5X INSTALL AELS-1032-130 INSERT ` SCALE 5X 
MS27039C1-09 SCREW 
D3672-1 WASHER " 
АМО6ОСТО. WASHER 
AFTER FINISH 
D3391-013 MID TUBE ASSEMBLY PARTS LIST. ЖР; 
ТҮР 
SECTION М.М оваа ер SECTION LL.LL 
DETAIL Е SCALE 5X SCALE 5X 
SCALE NONE SS 
TAE бм | отн T DART AEROSPACE USA, INC 
ANS60C416L —— | WASHER A 
М527039С1-05 SCREW DRILL 20.391 b KENT, WA 


DRAWN 
CHECKED 


INSTALL ALSA4-428-165 INSERT 


i DRAWING NO. REV. I 
M270 00406 SCREW ura. Авр ДА |оззет SHEETS oF 8 
03391-013 MID TUBE ASSEMBLY АМ960С4161 WASHER А | TITLE SCALE 
1) MATERIAL: MAKE FROM D2500-1-100 EXTRUSION AFTER FINISH К 412 FLOAT SKIDTUBE NTS 
2) INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-201 PER 051015 4PL SECTION L-L mE 1 COPYRIGHT © 2005 8Y DART AEROSPACE USA ЫС” 
3) WELDING: PER DART QSI 004 SCALE 5X 11.10.13 Ира ерт Иа ы 
в. 7 6. 5 4 3 2 1 


DISTANCE ТО 
FWD END ОҒ 
D3389-1 WEB 

4.94 


Y 


X 


DETAIL J 
SCALE 4X 


INSTALL 
D3681-1 SPACER 


SECTION G-G 
SCALE 5X 


3391-023 MID TUBE ASSEMBLY PARTS LIS 
PART NUMBER DESCRIPTION 


03391-023 MID TUBE ASSEMBLY 


REFER TO 
DETAIL J 


02500-1-100  |EXTRUSION 


D3389-1 


D3681-1 


AELS-1032-130 INSERT 


D3391 -023 MID TUBE ASSEMBLY 
MATERIAL: MAKE FROM D2500-1-100 EXTRUSION 
INSTALL 03389-1 WEB TO OUTER TUBE USING SIKAFLEX-241/-291 PER QSI 015 


7 
2) 
3) 


WELDING: PER DART ОЗІ 004 


10.500 


5 


DRILL THRU 21/64" (20.328) 
CSINK 20.438 X 459 (BOTH SIDES) 


SECTION H-H 
SCALE 5X 


Ж e TEMPI SERM 


SPL 
D3391-023 ASSEMBLY DETAIL 


WELD INTO PLACE 
& GRIND FLUSH 


(BOTH ENDS) 
DRILL 20.297 
INSTALL AELS-1032-130 INSERT REMOVE 0.030 
AFTER FINISH FROM TOP AND BOTTOM 
TYP TO 3.610 
5PL SECTION X-X 
SCALE 5X 


М: REFER ТО 


DETAIL К 


DETAIL К 
SCALE 4X 


0. 


Y 


000 
700.10 


DISTANCE TO 
END OF WEB 
4.19 

REF 


REMOVE 0.225 

FROM TOP AND BOTTOM 
FO 3.800 

(0.7 FROM BOTH ENDS) 


SECTION ҮҮ 
SCALE 5X 


QELEASE 


шш -f- 04 


APPROVED | Ansy [TTE SCALE 
NTS 


DATE ; COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
11.10.13 OT O OECD FOR A E CA CN rael ғасы iban 


"МИЛЕН PERMISSION FAME DART AEROSPACE USA, DIC. 


 СОМАТЕНТАЕ ANDIS SUPPLIED ON THE EXPRESS COMOTION THAT 1T IE 


REV. 
SHEET 6 OF 8 


ТО ТАРЕК 
MACHINE CONSTANT 
TAPER FROM 013.750 
TO 93.200 


DETAIL V 


CHAMFER 
30°Х0.060 DEEP 


REF 


DIST TO CENTER OF BEND 


VIEW BB-BB 
SCALE 4X 


88.03 | DETAIL у 
D3391-3 АЕТ DRILLING AND CUTTING DETAIL. SCALE ВХ 
23391-3 АЕТ DRILLING AND CUTTING DETAIL. 
| к (MAKE FROM 06014-090 SKIDTUBE MATERIAL) 
| с 1.526:0 080 
! 0.200 --і | 06870010 


93.750 2 
ВЕЕ 93.750 


КЕЕ 


А 23750 PN 
R0.062 REF 93.750 


DRILL #4 (20.209) 
2PL 


REF 93.200 
8 B 
SECTION AA-AA SECTION N-N SECTION P-P SECTION а-а SECTION R-R 

SCALE 6X SCALE 6X SCALE 6X SCALE 6X 


R 


ELEASE 
201-1- 04 


b 
CHECKED 


MFG. APPR. 


DATE COPYRIGHT © 2005 BY DART AEROSPACE USA, INC 
1 1 1 жез DOCUMENT Lê PRIVATE Ано CORDE KTIAL AND ES SUPPLTED ON HE EXPRESS CONDITION THAT IT I$ 
- ` OTTO GE USED FOR ANY PURPOSR OR СОРЖО OR COMMUNICATED ТО ANT OTHER PERSON WITHOUT 
ITE PERMISSION FROM DART AEROSPACE USA. INC. 


І 
SHEET7 OF 8 


К30.0%2.0 


36.009 


ls — 9 EQ. SPACES 
4.000 PITCH 
m 2.000. 
+ +-- ее ер IS 4230.25 
- Ü і 
2 DRILL THRU 21/64" (20.328) 
ài. REF DRILL 20.297 Hug 
. | 5 
DISTANCE BETWEEN HOLE AND 22PL CEN 00435535 


i 
TANGENT POINT (BOTH SIDES) 


53.7 


D: 1:015 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) 


INSTALL D3670-4200 SPACER 
SEAL WITH MAGNOBOND 6398 
GRIND FLUSH 
PRIOR TO PAINTING 


CB4 
(NO CBORE) 


: WEARS D4095-047 
23391.915 ASSEMBLY AND CBORE DETAIL WEARPAD 
(SEE TABLE) AN3CSA BOLT ИМ 
АМ960С104 WASHER АМЗСАА BOLT 
4PL АМ960С10Е WASHER 
4 PL 


3391-015/-025 AFT TUBE ASSEMBLY PARTS LIS: 


PARTNUMBER [DESCRIPTION 

3391-015 AFT TUBE ASSEMBLY | 
D3391-025 1 AFT TUBE ASSEMBLY x 
D2646 ГАЕТ САР 

D3670-4200 SPACER. 

02672-1 WASHER 

D4005-D49 WEARPAD 

D4095-047 WEARPAD 


14-090 AFT TUBE 


INSERT | 7 “ 


AELS-1032-225 INSERT 

ALS4:428-165 INSERT SECTION Uu 
АМЗСЗА BOLT SCALE ЗХ 
АМЗСЗА. ВОТ 


ANS60C10L WASHER 


СВОНЕ HOLES MARKED CB1-CB4 AS FOLLOWS AND 

INSTALL AELS-1032-XXX AFTER FINISH AS NOTED 

ОТҮ QTY 

D3391-015 | D3391-025 
8 


CBORE PIN 

210.430 X 0.170 | AELS-1032-225 
20.430 X 0.170 | АЕС5-1032-130 
20.430 X 0.040 | AELS-1032-130 
NONE AELS-1032-130 


DRILL THRU 21/64" (20.328) 
4PL 


93 DRIL xd CSINK 90.438 X 45° 
DISTANCE BETWEEN HOLE ANO (BOTH SIDES) 
TANGENT POINT 537 
03391-025 BENDING AND DRILLING DETAIL 
(SEE CBORE DETAIL BELOW) 
INSTALL D3570-4200 SPACER 
SEAL WITH MAGNOBOND 6308 
GRIND FLUSH 
PRIOR TO PAINTING 


(NO СВОКЕ) 


D4095-049 
WEARPAD D4095-047 
WEARPAD 
AN3CSA BOLT 
АМЗС4А BOLT 
AN960C10L WASHER ANSEOC OC WASHER A 
4PL po 


D3391-025 ASSEMBLY AND СВОВЕ DETAIL 


(SEE TABLE) 


SEAL WITH 
SIKAFLEX-241/-291 


DRILL 20.391 
CBORE 090.516 X 0.040 DEEP 
INSTALL ALS4-428-165 INSERT 
4PL 


AN3C4A BOLT 
03672-1 WASHER 
АМ960С101. WASHER 
жақ 2PL 


SECTION СС-СС и " ЕТА! 
AER СЕЕАЗЕ | балы 


DART AEROSPACE USA, INC 


KENT, WA 


REV. | 
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мес aera ОА | 
[APPROVED | Auf? | 


e 


ый 


NO. Жо | 


AWS D17.1.2001 
QUALIFICATION TEST RECORD 


pt) 
-— 


Name: 
Job #: 


5 


Ран DERO. a 


Description: 
Welding Proc 


cM MIU ur 
ess: То ДИ Migl. ] 
Base materiel: К EN XA LN 


Current: АСИ ӘСІ 1 


TEST REQUIREMENTS AND RESULTS 


Visual: раз МЛ АЦ ] 


Incomplete Penetration: ` pass[] ТАШ 1 
Incomplete Fusion: pass[u] ТАШ | 
Cracks: ` ` pass] ТАШ 1 
Overlap (cold lap) раѕ[41 Ш] 
Undercut: раз А ТАШ | 
Pin holes: | раз A ТАШ ] 
Porosity (surface): . pass[d ТАШ | 
Coloration: | раз”, ТАШ | 
Burn through: pass["| ТАШ ] 


| 


Date of Test Coupon. |2XO- C 


Date of Test Coupon / J0-o/ _ 


The above named individual is qualified in accordance with AWS D17.1.2001 to weld 


` HAFORMSVProductionapproved.prod Welding Coupon.Rev.A . 


